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is at the bottom of the hole. During honing the stones are flooded with
a lubricant, usually paraffin. As a general practice the operation is
carried on for a definite time which is established by trial.

The honing process is not really suitable for correcting the shape of a
hole although it will gradually reduce the errors in circularity and, more
rapidly, that of taper ; hence it is important that the work should be
rough machined to fairly close limits, the honing being used to produce
the final surface finish only. The amount of stock generally removed is

FIG. 306.

about 0-0005-0-005 in. The speed of rotation is such that the surface
speed of the hone is from 200 to 300 ft. per minute, while the axial move-
ment is at an average speed of about 70 ft. per minute. As has been
pointed out in the previous chapter the chief advantages of honing over
internal grinding are that the accuracy attainable does not depend appre-
ciably on the depth of the hole and, secondly, the time required to remove
a given amount of stock and to produce a given finish is less.